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(54) Process for manufacturing composite material primary structures with female tool curing 



(57) A process for manufacturing primary structures 
of composite material with female tool curing, compris- 
ing the lamination of superimposed composite material 
layers in a pre-imp regnated state; placing the obtained 
laminate over a forming tool, loading the assembly In a 
vacuum bell and applying a pre-established forming cy- 
cle; loading the already formed, but still in a green state, 
laminate in a female tool (4) suitable for its curing, plac- 



ing lateral beetles (5) and inserting elastomeric pipes 
(6) in channels of said beetles, fitting a central beetle 
(5), sealing the assembly and making a vacuum bag 
with perforations to remove th e air from inside; and load- 
ing the assembly In an autoclave, then hermetically clos- 
ing the autoclave and carrying out the corresponding 
curing cycle. The invention is applicable to the field of 
aeronautics. 
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Description 



tain these parts are; 



FIELD OF THE INVENTION 

[0001] The present invention refers to a process for 
manufacturing primary structural elements with female 
tool curing, which assures the required dimensional tol- 
erances of such components and the absence of poros- 
ity in the radii area, likewise preventing the flow of resin 
outwards. The manufactured structural components 
may have both transverse and longitudinal overthick- 
nesses and reinforcements. 

[0002] More specifically, the present invention intends 
to develop the necessary theoretical concepts and the 
related manufacturing processes, to carry out laminate, 
forming and curing of primary structures, such as front 
and rear aircraft spars, in a female tool with determined 
dimensional limitations. 

[0003] The technology corresponding to female tool 
curing by means of using the relevant beetles is novel 
and has been totally developed by the applicant. 

[0004] One of the most productive industrial applica- 
tions of the invention is to manufacture big size parts, 
where the dimensional quality thereof Is assured. 

BACKGROUND OF THE INVENTION 

[0005] The technology corresponding to female tool 
curing by means of the support on the respective bee- 
tles, totally developed by the present invention, is en- 
tirely new and for the first time allows an aircraft spar or 
other primary structure to be manufactured following a 
process like that described in this specification, that is, 
automatic taping, thermoforming and female tool curing. 
The invention is the result of the research carried out 
regarding flying-surfaces like those called LFS (Large 
Flying-Surfaces) and in the FB 4.1 preliminary certifica- 
tion tests (torsion box with fuel pressure). 

[0006] From the results of the previous experiments 
as well as from the related manufacturability studies and 
tests, it is deduced that the application of the process of 
the invention is feasible and reliable for Its use In parts 
with highly demanded resistant structures with strict 
quality requirements. 

FIELD OF APPLICATION OF THE INVENTION 



Laminating of composite material (manual or auto- 
matic). 

5 - Cutting of composite material. 

Hot forming of composite material. 

Handling and positioning of stiffeners, parts and 
tools. 

Autoclave curing. 

10 

[0010] The materials used In the manufacture of these 
parts may be Integrated by different resins and different 
fibre types, such as: 

15 - Fiberglass. 

Carbon fibre 

- Kevlar fibre 
Boron fibre 
Epoxy resin 

20 - Thermoplastic resin 

- Other heat-stable resins 

SUMMARY OF THE INVENTION 

25 [0011] The object of the Invention is a process for 
manufacturing structural parts of composite material in 
which the curing of the parts occurs Inside a female tool. 
This is obtained by means of the suitable tooling permit- 
ting to control and to retain the resin flow produced dur- 
30 ing the curing cycle. 

[0012] The cured part may be a wing spar, a stabiliser 
both horizontal and vertical or any carbon fibre compo- 
nent with a U-shaped transversal section. 

[0013] The essence of the process of the present In- 
35 vention is to design of a female tool permitting a com- 
plete compaction of the radii without significant porosity 
and with a high dimensional accuracy. For this purpose, 
there are relevant beetles which will aid the attainment 
of the aforementioned objects. 

40 [0014] The process of the Invention Is applicable to 
the parts obtained by any lamination process (manual, 
automatic) but the novelty introduced by the invention 
is that it permits to manufacture spars with automatic 
taping and hot forming, which prevents an expensive 
^5 manual process for fitting the aeroplane linens, espe- 
cially If in a tape form. 



[0007] This invention is applicable to the manufacture 
of previously formed composite material parts. 

[0008] These parts may be any of those belonging to: 

Aircraft structures and controls such as flying-sur- 
face coatings, spars, ribs, fixtures. 

- Space vehicles. 

Marine and land vehicles. 

Industrial machinery and equipment. 

[0009] The manufacturing processes involved to ob- 



BRIEF DESCRIPTION OF THE DRAWINGS 

[0015] For a better understanding of the process of 
the Invention, the attached drawings will be resorted to, 
where: 

Figure 1 is a general perspective view of a spar 
manufactured according to the process of the in- 
vention, 

Figure 2 Illustrates the forming of the spar of figure 
1 and 
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Figure 3 shows the curing of the spar of figures 1 D - Autoclave curina 
and 2 in a female tool. 



DETAILED DESCRIPTION OF THE INVENTION 

5 

[0016] The manufacturing process developed by the 
invention to obtain structural parts of composite material 
involves a series of preliminary processes which permit 
to obtain an optimised curing. 

[0017] Each one of them is described below; io 

A - Laminating of the part or parts 

[0018] This consists in the superposition of composite 
material layers in a pre-impregnated condition, so that is 
the orientation of the fibre is adapted to the structural 
requirements of the part. The distribution of the layers 
should permit their lamination and forming without dis- 
tortion of the fibre and also that the part, once cured, 
has no pennanent deformations due to thermal stress- 20 
es. During lamination, necessary reinforcements to im- 
prove resistance of the part will also be Introduced. 

[001 9] The laminated parts may be submitted to a lat- 
er cutting according to the convenience of laminating 
several parts at the same time. In this case, fan laminat- 25 
ing will be carried out. 

B - Part Forming 

[0020] The part is placed and positioned. In this case so 
a spar 1 (figure 1), over the forming tool 2 (figure 2) 
through the pre-established centerings, gripping the 
laminate 3 with the corresponding beetle. 

[0021 ] The assembly is loaded into a vacuum bell and 
the predetermined forming cycle is applied at a temper- 35 
ature comprised between 55 and 65 QC, producing the 
forming of the laminate 3 in the direction marked by the 
arrows F, F* of figure 2. 



[0026] The assembly is loaded over the autoclave 
support tool. This is hermetically closed and the corre- 
sponding curing cycle is carried out rating the value of 
the following essential parameters: 

Pressure: 5,95 to 10.5 kg/cm^. 

- Temperature: up to 1 90QC according to the materi- 
al. 

Heating/cooiing speed: 0.5 to 2QC/min. 

[0027] Once the autoclave chamber reaches the en- 
vironmental conditions of pressure and temperature 
again, the already cured and perfectly consolidated ma- 
terial, that is, the spar 1 , is removed. 

E - Stiffeners 

[0028] Transverse and longitudinal stiffeners 7 (Fig. 
1) may be added to the already cured spar 1 . For this 
purpose, these stiffeners 7 are previously formed and 
cured, then being stuck to the spar 1 with different types 
of structural adhesives. The possibility of adding co- 
glued stiffeners 7 Is also provided. 

[0029] The aforementioned process of the Invention 
is applicable to different spar 1 thicknesses, having 
reached until now, thicknesses from 2 to 20 mm and 
lengths of up to 17 m. 

[0030] Until now, the essential features of the inven- 
tion have been remarked, although, as will be under- 
stood. it would be possible to modify certain details of 
the described manufacturing process. For this reason, 
it is intended that the scope of the invention is only lim- 
ited by the attached claims. 



Claims 



C - Spar curing 

[0022] The already formed spar 1 is loaded, but in a 
green state, in the box female 4 designed for its curing, 
and the relevant tools are fitted to prevent the beetles 5 
from marking the carbon fibre (figure 3). 

[0023] Once the assembly Is centred, the lateral bee- 
tles 5 of the interior are fitted and the elastomeric pipes 
6 are installed in the relevant channels in the beetles 5. 
The assembly is closed and the relevant pins fitted. 
[0024] The beetle 5 Is placed sealing the assembly 
with strips between the grooves of the lateral and central 
beetles. 

[0025] Finally, a vacuum bag is made with the suitable 
perforations to remove the air from its interior, hence as- 
suring perfect tightness thereof. 



1. A process for manufacturing primary structural 
components of composite material with female tool 
curing, assuring the dimensional tolerances re- 
quired for such components and the absence of po- 
rosity in the radii area, likewise preventing resin of 
the composite material from flowing outwardly, the 
structural components being able to have both 
transverse and longitudinal overthicknesses and 
reinforcements, characterised in that it comprises 
the steps of: 

a) laminating superimposed layers of compos- 
ite material in a pre-impregnated condition, so 
that the orientation of the fibre is adapted to the 
requirements of the structural component or 
components to be produced. Introducing one or 
more necessary reinforcements in the laminate 
(3) formed by said composite material layers, 
to improve the resistance of the structural com- 
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clave is carried out at a pressure from 5.95 to 10.5 
kg/m2 and at a temperature of up to 1 90 oc depend- 
ing on the used composite material, with a heating/ 
cooling rate from 0.5 to 2QC/min. 

7. A process according to any of the previous claims, 
characterised In that structural components appli- 
cable to aerospace, marine and land vehicle struc- 
tures and controls are obtained, as well as in indus- 
trial machinery and equipment. 

8. A process according to claim 7, characterised In 
that the structural component consists of an aircraft 
wing spar (1), a stabiliser both horizontal and verti- 
cal or other fibre component with a U-shaped trans- 
verse section. 

9. A process according to claim 8, characterised in 
that the spar (1) has a thickness from 2 to 20 mm 
and a length of up to 1 7 m. 

10. A process according to any of the previous claims, 
characterised in that the composite material con- 
sists of fibres and resins selected from fiberglass, 
cafbon fibre. Kevlar fibre, boron fibre, epoxy resin, 
thermoplastic resin and other heat-stable resins. 



2. A process according to claim 1 , characterised in 
that If It is necessary to laminate several structural 
components at the same time, the laminate (3) ob- 
tained in step a) is cut afterwards into the several 35 
structural components required and in that, In this 
case, the lamination of the superimposed layers of 
composite material is made fanwise. 

3. A process according to claim 1 or 2, characterised 40 
In that it also comprises the addition of both trans- 
verse and lateral stiffeners (7) to the already cured 
structural components, which stiffeners are previ- 
ously formed and cured and then glued to the struc- 
tural components with the aid of a structural adhe- 45 
sive. 

4. A process according to claim 3, characterised in 

that co-glued stiffeners (7) are added to the ob- 
tained structural components. so 

5. A process according to any of the previous claims, 
characterised in that the laminate (3) forming tem- 
perature is selected within the range of 55 to 66QC, 

55 

6. A process according to any of the previous claims, 
characterised in that the curing of the structural 
component or components obtained in the auto- 



ponents; 

b) placing the laminate (3) obtained in step a) 
over a forming tool (2) and adjusting It by means 
of pre-established centerings, gripping the lam- 
inate (3) with a corresponding beetle, loading 5 
the assembly in a vacuum bell and applying a 
predetermined forming cycle; 

c) loading the already formed, but still in a green 
state, laminate (3) In a female tool (4) suitable 

for its forming, and once the assembly is cen- io 
tred, placing lateral beetles (5) of the inside of 
the structural component or components to be 
manufactured and elastomeric pipes (6) in suit- 
able channels In the lateral beetles, closing the 
assembly and fitting suitable pins, after which is 
the central beetle (6) is fitted, sealing the as- 
sembly with strips between grooves of the cen- 
tral and lateral beetles and finally, making a 
vacuum bag with suitable perforations to re- 
move the air from its interior, hence assuring 20 
the perfect tightness thereof; and 

d) loading the assembly of step c) on an auto- 
clave support tool, the latter being hermetically 
closed and carryng out the corresponding cur- 
ing cycle, after which the autoclave chamber Is 25 
allowed to reach the environmental conditions 

of pressure and temperature again and the al- 
ready cured and perfectly consolidated struc- 
tural component or components are removed 
from the autoclave. 30 
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